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SUBSTITUTE SPECIFICATION 
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DESCRIPTION 

OPPOSITE END SURFACE TRUING DEVICE, OPPOSITE END SURFACE 
TRUING TOOL AND OPPOSITE END SURFACE TRUING METHOD 

TECHNOLOGICAL FIELD: 

The present invention relates to an opposite end surface truing 
device, an opposite end surface truing tool and an opposite end surface 
truing method for truing grinding surfaces at the opposite ends of a grinding 
wheel. 

BACKGROUND ART: 

As an opposite end surface truing tool used in an opposite end 
surface truing device for truing grinding surfaces at opposite ends of a 
grinding wheel, there has been known one wherein cylindrical truing 
sections each having diamond abrasive grains bonded thereon with a 
metal-base bond material (metal bond) are coaxially fixed on the external 
surface of a disc-like base rotatable about a rotational axis, as described in 
Japanese Unexamined, Published Patent Application No. 8-90411. As 
shown in Figures 2 and 3 of the Patent Application No. 8-90411, the 
opposite end surface truing tool is constructed to protrude the cylindrical 
truing sections 38, 39 each rectangular in cross-section from opposite end 
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surfaces at circumferential portions of the base 36, and a wheel truing tool 
35 as the opposite end surface truing tool is used to be mounted on the 
opposite end surface truing device with the rotational axis 02 thereof being 
inclined (inclination angle: 8 degrees for example) relative to the rotational 
axis 01 of a grinding wheel 21 which is provided with a grinding wheel 
layer 23 on the external surface of a grinding wheel core 22. The truing of a 
grinding surface 23b on one end of the grinding wheel layer 23 of the 
grinding wheel 21 with the second truing section 38 of the wheel truing tool 
35 is carried out as indicated by the two-dot-chain line 21 B in Figure 3 by 
moving the wheel truing tool 35 in a Z-direction to infeed the second truing 
section 38 against the grinding surface 23b and then by moving the wheel 
truing tool 35 toward the rotational axis 01 in an X-direction, while the 
truing of a grinding surface 23c on the other end with the third truing 
section 39 is carried out as indicated by the solid line 21 C in Figure 3 by 
moving the wheel truing tool 35 in the Z-direction to infeed the third truing 
section 39 against a grinding surface 23c and then by moving the wheel 
truing tool 35 toward the rotational axis 01 in the X-direction. 

In the foregoing prior art technology, since the spaces among the 
diamond abrasive grains are filled with the metal bond in a state that pores 
do not open, the diamond abrasive grains and metal bond at each of the 
truing sections 38, 39 become even in height, so that the diamonds not 
protruding cannot be cut into the grinding wheel sufficiently. Further, 
because the diamond abrasive grains are only mechanically embeded in 
the metal bond, but not joined chemically, the retention force for the 
abrasive grains is weak, and the diamond abrasive gains are easy to fall off 
the metal bond, thereby resulting in a decrease in the number of the 
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abrasive grains which work to true the grinding surfaces 23b, 23c at the 
opposite ends of the grinding wheel 21. After trued with the wheel truing 
tool 35, the grinding surfaces 23b, 23c of the grinding wheel 21 become flat 
and dull, and where used for grinding, the grinding wheel 21 causes the 
grinding resistance to increase and is unable to secure the grinding 
efficiency and the surface quality as desired. 

Further, the grinding surfaces 23b, 23c at the opposite ends are flat, 
and by inclining the rotational axis of the wheel truing tool 35 relative to the 
rotational axis of the grinding wheel 21, the edge portions of the truing 
sections 38, 39 at the opposite ends of the wheel truing tool 35 are made to 
contact with the grinding surfaces 23b, 23c at arc shapes. However, the 
contact length of each truing section 38, 39 with the grinding surface 23b, 
23c is elongated to increase the truing resistance, so that it is unable for 
the diamond abrasive grains at each truing section 38, 39 to sufficiently 
crush CBN abrasive grains on each grinding surface 23b, 23c. 

Furthermore, because the wheel truing tool 35 is constituted to 
protrude the cylindrical truing sections 38, 39, made by binding diamond 
abrasive grains with the metal bond, from opposite end surfaces at the 
circumferential portions of the base 36 in the axial direction of the 
rotational axis, it is impossible from the standpoints of manufacturing and 
strength to make the depth in radial direction of each cylindrical truing 
section 38, 39 thin. This makes the contact area of each truing section 38, 
39 with the grinding surface 23b, 23c large to increase the truing 
resistance, so that each grinding surface 23b, 23c cannot be trued sharply. 

Furthermore, a research has been made of forming the second and 
third truing sections 38, 39 by bodily protruding cylindrical bodies from the 
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opposite end surfaces of the base 36 in the axial direction and by binding 
diamond abrasive grains on the external surface of each cylindrical body as 
one layer or a thin layer. However, when the third truing section 39 of the 
opposite end surface truing tool is used to true the grinding surface 23c at 
the other end of the grinding wheel 21, the cylindrical body comes into 
contact with the grinding surface 23c earlier than the diamond abrasive 
grain layer does. This causes the truing resistance to increase and the 
diamond abrasive layer to lack the rigidity against the truing resistance for 
the reason of being not backed up by the base body, so that it is unable to 
true the grinding surface 23c into a sharp grinding surface having moderate 
ruggedness. 

The present invention solves the foregoing programs and is designed 
to make it possible that grinding surfaces at opposite ends of a grinding 
wheel can be trued under almost the same condition into sharp grinding 
surfaces having moderate ruggedness. 

DISCLOSURE OF THE INVENTION: 

In ord e r to so l v e th e forego i ng prob le ms and to atta i n th e obj e ct, th e 
pr e s e nt i nv e nt i on res i des i n an oppos i t e e nd surfac e truing d e v i c e for tru i ng 
gr i nd i ng surfac e s at oppos i t e e nds of a grinding wh eel with an oppos i t e e nd 
surfac e tru i ng too l by r el at i v el y mov i ng th e gr i nd i ng wh eel and th e oppos i t e 
e nd s urfac e tru i ng too l b e ing rotat e d r e sp e ct i v el y, i n a f i rst d i r e ct i on and a 
s e cond dir e ct i on transv e rs e th e r e to, wh e r ei n th e oppo si t e e nd surfac e 
tru i ng too l has a f i rst e nd surfac e tru i ng se ct i on composed of a cy li ndr i ca l 
f i rst bas e body wh i ch protrud e s bod il y from a c i rcumf e r e nt i al portion at one 
e nd surface of a d i sc l i k o baso coaxia l ly w i th tho rotationa l ax i s of tho 
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sam e and a f i rst abras i v e gra i n l ay e r i n which num e rou s d i amond abra si v e 
gra i ns are adh e r e d w i th bond mat e r i a l to an e xt e rna l surfac e of th e f i rst 
bas e body, and a s e cond e nd surfac e tru i ng se ct i on composed of a 
cy li ndr i ca l s e cond bas e body wh i ch protrud e s bodi l y from a c i rcumf e r e nt i a l 
port i on at th e oth e r e nd surfac e of th e bas e coaxia l ly w i th th e rotat i ona l 
axis — an4 — a — s e cond — abras i ve — gra i n — lay e r in — wh i ch — num e rous — d i amond 
abras i v e gra i ns ar e adh e r e d with th e bond mat e r i a l to an int e rn al surfac e of 
th e s e cond bas e body and wh e r ei n th e rotat i ona l ax i s of th e oppos i t e e nd 
surfac e tru i ng too l i s inc l in e d r el at i v e to th e rotat i onal ax i s of th e gr i nd i ng 
wh eel w i th i n al most th e sam e p l an e at a pr e d e t e rm i n e d i nc l inat i on ang le . 

W i th th i s construct i on, th e f i rst and second e nd surfac e tru i ng 
s e ctions aro form e d by protrud i ng th e cy li ndr i ca l f i rst and second bas e 
bodi e s from oppos i t e e nd surfaces of tho d i sc - l i k e bas e of th e oppos i t e end 
surface tru i ng tool i n the ax i a l d i rect i on th e r e of and by provid i ng on the 
e xt e rna l surfac e of th e f i rst bas e body and th e i nt e rna l surfac e of th e second 
b a s e body f i rst and se cond a bras i v e grain lay e rs i n wh i ch th e num e rous 
d ia mond abras i v e gra i ns ar e adh e r e d w i th th e bond mat e r i a l , and tho 
rotat i ona l ax i s of th e oppos i t e end surfac e tru i ng too l is i nc li n e d r el ativ e to 
th e rotat i ona l ax i s of th e gr i nd i ng wh eel with i n a l most th e sam e plan e at th e 
pr e d e t e rm i ned i nc li nat i on ang le . Thus, by mov i ng th e oppos i t e e nd surfac e 
tru i ng too l toward th e rotat i ona l ax i s of th e gr i nd i ng wh ee l, i t can bo r e a l iz e d 
that th e first and s e cond abras i v e gra i n l ay e rs can r e sp e ct i v el y tru e th e 
gr i nd i ng surfac e s at th e oppos i t e e nds of th e grind i ng wh eel under a l most 
th e sam e cond i t i on to sharp gr i nd i ng surfac e s hav i ng mod e rat e rugg e dn e ss, 
wh ile r e ta i ning suffic ie nt rig i dity aga i nst th e truing r e s i stanc e as th e y go 
ahead of tho f i rst and s e cond baso bod i es to b e backed up th e r e by. 
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Furth e r, th e pr e s e nt i nv e ntion r e sid e s i n an oppo si te e nd surfac e 
tru i ng too l which — has cy li ndr i ca l — e&4 — surfac e tru i ng — s e ct i ons s e cur e d 
coax i al l y on c i rcumf e r e nt i a l port i ons at oppos i t e e nds of a d i sc li k e base 
rotatab le about a rotationa l ax i s for tru i ng gr i nd i ng surfac e s at oppos i te 
ends of a gr i nd i ng wh eel , wh e ro i n a f i rst ond surfac e tru i ng s e ction i s 
composed of a cy l indr i ca l first base body wh i ch protrud e s bod il y from tho 
c i rcumf e r e ntial portion at on e e nd surfac e of th e base coax i a l ly w i th th e 
rotationa l ax i s of th e sam e and a f i rst abras i ve gra i n — layer in which 
num e rous d i amond abrasiv e gra i ns aro adhered w i th bond mat e r i al to an 
e xt e rnal surfac e of th e f i rst base body, and wheroin a s e cond e nd surface 
tru i ng — sect i on — \s — compos e d — of a — cyl i ndr i ca l — s e cond — ba se — body which 
protrudes bod il y from th e c i rcumf e r e nt i a l port i on at th e oth e r e nd surfac e of 
th e bas e coax i a l ly w i th th e rotat i ona l ax i6 and a second abras i v e gra i n 
layer i n which num e rous d i amond abras i ve gra i ns ar e adh e r e d w i th bond 
mat e r i a l to an interna l surface of th e second bas e body. 

With this construct i on, i n the oppos i te e nd surfac e tru i ng tool for 
tru i ng th e gr i nd i ng surfac e s at tho oppos i te ends of tho gr i nd i ng wh e el, the 
f i rst and s e cond e nd surfac e tru i ng s e ct i ons ar e formed by protrud i ng tho 
cylindr i ca l f i rst and s e cond bas e bod ie s ax i a ll y from tho opposite ond 
surfac e s of th e d i sc -l ike base and by prov i d i ng th e f i rst and second 
abras i ve gra i n l ayers in wh i ch numerous d i amond abras i ve grains ar e 
adh e r e d w i th th e bond mat e r i a l to th e ext e rna l surfac e of th e f i rst base 
body and th e interna l surfac e of th e s e cond base body. Thus, mov i ng th e 
oppos i t e e nd surfac e tru i ng too l toward the rotationa l ax i s of th e gr i nd i ng 
whe e l with th e rotat i onal axis of tho tru i ng too l b ei ng i ncl i ned relat i v e to th e 
rotat i ona l ax i s of th e gr i nd i ng wh eel w i th i n a l most th e samo piano at th e 
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pr e d e t e rm i ned inc li nation ang le , i t can b e r e a li z e d that th e first and second 
abras i v e gra i n l ay e rs tru e th e grind i ng surfac e s at th e opposit e e nds of th e 
gr i nd i ng wh eel und e r a l most th e sam e condit i on to th e sharp gr i nd i ng 
surf a c es hav i ng mod e rat e rugg e dn e ss, wh ile r e tain i ng suff i c ie nt r i g i dity 
aga i nst th e tru i ng r e s i stanc e as th e y go ah e ad of th e f i rst and s e cond bas e 
bod ie s to b e back e d up ther e by. 

Furth e r, th e pr e s e nt i nv e nt i on r e s i d es i n that i n th e tru i ng too l 
i mprov e d as afor e m e nt i on e d, e ach of th e abrasiv e gra i n l ay e r s i s a sing le 
l ay e r of th e d i amond abras i v e grains. 

S i nc e e ach of th e abras i ve gra i n l ay e rs i s mad e to b e a s i ng le l ay e r 
of tho diamond abras i v e gra i ns, e ach abras i v e gra i n lay e r in wh i ch th e 
d i amond abras i v e gra i ns ar e adh e r e d w i th th e bond mat e ria l to th e bas e 
body b e com e s tho sma ll est i n th i ckness, and henco, th e contact port i on 
botwoon tho ond edge of each abrasive gra i n l ayer and e ach gr i nd i ng 
surfac e of th e gr i nd i ng wh eel becom e s th e sma l l e st i n contact ar e a th e r e at, 
so that th e d i amond abras i v e grains can be s uff i c ie nt l y cut i nto e ach 
gr i nd i ng surfac e of th e gr i nd i ng wh eel to crush th e abra s iv e gra i ns sur el y. 
Thus, by th e tru i ng, mod e rat e rugg e dn e ss can b e form e d on e ach gr i nd i ng 
surfac e , and e ach gr i nding surfac e of th e gr i nd i ng wh eel b e com e s v e ry 
sharp i mm e d i at e ly from aft e r th e tru i ng, so that th e gr i nd i ng e ff i c ie ncy and 
th e workp ie c e surfac e qua li ty can b e e nhanc e d furth e r. 

Th e pr e s e nt i nv e nt i on r e s i d e s i n that i n th e for e go i ng i mprov e d 
oppos i t e e nd surfac e tru i ng too l , a braz i ng mat e r i a l wh i ch has a 6 trong 
aff i n i ty for d i amond i s us e d as th e bond mat e r i al, and that a p l ura li ty of 
por e s ar e form e d i n th e braz i ng mat e r i al. 

As m e nt i on e d, th e braz i ng mat e r ia l wh i ch has the strong aff i n i ty for 
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d i amond i s u se d as th e bond mat e r i a l , and th e p l ura li ty of por e s ar e form e d 
i n th e braz i ng mat e r i al. Thu s , ev e n wh e n th e tru i ng on e aoh grind i ng 
surfac e caus e s som e d i amond abras i v e grains to fa ll off e ach e nd surfac e 
tru i ng s e ction, tho poros surround i ng tho r e ma i n i ng diamond abras i ve 
gra i ns e nsur e that the — r e ma i ning d i amond abras i v e gra i ns protrud e from 
th e surfac e of th e brazing mat e r i al, and h e nc e , th e r e ma i n i ng d i amond 
abras i v e gra i ns can b e s uffic ie ntly cut i nto e ach gr i nd i ng s urfac e of th e 
gr i nd i ng wh eel th e r e by to crush th e abras i v e gra i n s on e ach grind i ng 
surfac e sur el y. 

Th e pr e s e nt i nv e ntion r e s i d e s i n that i n th e oppos i t e end surfac e 
truing too l improv e d as afor e m e nt i on e d, a disc l ik e c i rcumf e rentia l surface 
tru i ng s e ct i on is coax i a ll y prov i d e d on th e oxtorna l surface of th e bas e for 
tru i ng — a c i rcumf e r e ntia l — surfac e — of th e — grind i ng — wh eel , — af*d — that th e 
circumf e r e nt i al surfac e truing s e ction i s composed of a d i sc li k e th i rd bas e 
body which protrud es bod il y from th e e xt e rna l surfac e of th e bas e i n a 
r a d ial d i r e ct i on and a th i rd abras i v e grain l ay e r i n wh i ch num e rous d i amond 
abras i v e gr ai ns ar e adh e r e d with bond mat e r ial to on e e nd surfac e of th e 
third bas e body. 

W i th this construct i on, sinc e th e third abrasive gra i n l ayer i n wh i ch 
th e num e rous d i amond abras i v e grains ar e adhorod w i th tho bond material 
i s prov i ded at on e e nd surfac e of th e d i sc li ke th i rd base body protrud i ng 
from th e e xt e rna l surfac e of th e bas e , i t can b e r e a li z e d i n add i t i on to the 
for e go i ng e ff e cts to tru e th e circumf e r e ntia l gr i nd i ng surfac e of th e gr i nding 
wh eel satisfactori l y. A l so in th e tru i ng on th e c i rcumf e r e ntia l gr i nd i ng 
s urfac e of th e gr i nd i ng wh eel , tho abrasiv e gra i ns on th o grinding surfaco 
can b e cru s hed suff i c ie nt l y to hav e mod e rat e rugg e dness, and th e gr i nd i ng 
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surfao e of th e gr i nd i ng wh eel beoomes sharp imm e d i at el y from aft e r th e 
tru i ng. Therefore, th e gr i nd i ng res i stance can b e d e cr e as e d not to gonorato 
any gr i nding burn on th e workp ie c e surfac e , 60 th a t th e gr i nd i ng e ff i c ie ncy 
and th e workp ie c e surface qua li ty can b e obta i n e d as d e s i r e d. 

Furth e r, th e pr e s e nt i nv e nt i on r e s i d e s i n an oppo si t e e nd surfac e 
tru i ng method for truing gr i nding surfac e s a t oppos i t e e nds of a gr i nd i ng 
wh eel w i th th e oppos i t e e nd surfac e tru i ng d e v i c e improv e d as d e scr i b e d 
abov e , wh e re i n th e m e thod compr i s e s th e st e p s of rotat i ng th e oppos i t e 
e nd surfac e tru i ng tool in a d i r e ction oppos i t e to th e rotationa l d i r e ct i on of 
th e grind i ng wh eel ; moving th e oppos i t e end surfac e tru i ng too l toward th e 
rotational ax i s of th e gr i nding wh eel so that th e f i rst abrasiv e gra i n l ayor at 
an e nd odge of th e f i rst e nd surface tru i ng s e ct i on tru e s th e gr i nd i ng 
surface at one e nd of th e gr i nd i ng whe el as i t go e s ah e ad of th e f i rst bas e 
body; rotat i ng th e oppos i t e e nd surfac e tru i ng too l i n th e sam e dir e ct i on as 
th e rotat i ona l dir e ct i on of th e gr i nd i ng wh eel ; and mov i ng the opposit e e nd 
surfac e tru i ng too l toward th e rotat i ona l axis of th e gr i nd i ng wh eel so that 
th e se cond abras i v e gra i n l ayor at an e nd e dgo of th e s e cond ond surface 
tru i ng s e ct i on tru e s th e gr i nding surfac e at th e oth e r e nd of th e gr i nd i ng 
wh ee l as i t go e s ahead of th e s e cond bas e body. 

With th i s — construction, — the — opposite e nd — surface tru i ng too l — i& 
prov i ded at its opposit e onds w i th th e f i rst and s e cond e nd surfac e tru i ng 
s e ct i ons by protruding th e cyl i ndrica l f i rst and se cond bas e bod ie s from th e 
opposite e nds of th e d i sc li k e bas e and by prov i d i ng on th e e xt e rna l 
surfac e of th e f i rst bas e body and th e i nt e rnal surfac e of th e s e cond bas e 
body th e f i rst and s e cond abras i v e gra i n l ay e rs e ach hav i ng th e num e rous 
d i amond abrasiv e gra i ns adh e r e d w i th th e bond mat e r i a l , th e rotat i ona l ax i s 
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of th e oppos i te end surface tru i ng tool i s i nc li ned re l at i ve to tho rotationa l 
axis — of — toe — gr i nd i ng — wh eel — w i th i n — a l most — the — sam e — p l an e — at — the 
pr e d e t e rm i n e d incl i nation ang le , and th e oppos i t e e nd surfac e tru i ng tool i s 
mov e d toward th e rotat i ona l ax i s of th e gr i nd i ng wh eel wh ile b ei ng rotat e d 
i n th e oppos i t e d i r e ction to, and i n th e sam e d i r e ct i on as, th e rotational 
d i r e ct i on of th e gr i nd i ng wh eel . Thu 6 , th e f i rst and s e cond abras i v e gra i n 
l ay e rs at th e e nd e dg es of th e first and se cond e nd surfac e tru i ng s e ct i ons 
ar e mov e d ahead of the first and s e cond baso bod ie s to b e back e d up 
ther e by, so that w i th a suff i ci e nt rigidity b ei ng reta i n e d against the truing 
r e s is tanc e , th e gr i nding surfac e s at th e opposit e e nds of th e gr i nd i ng whe e l 
can b e tru e d und e r a l most th e sam e cond i t i on — r e sp e ct i v el y to sh a rp 
gr i nd i ng surfac e s e ach hav i ng th e mod e rat e rugg e dn e ss. 

Briefly, the present invention provides an opposite end surface 
truing tool for truing opposite end surfaces of a grinding wheel, an opposite 
end surface truing device which uses the opposite end surface truing tool in 
truing the opposite end surfaces of the grinding wheel, and an opposite end 
surface truing method which is implemented by using the opposite end 
surface truing tool for truing opposite end surfaces of the grinding wheel. 
The opposite end surface truing tool comprises a first end surface truing 
section composed of a cylindrical first base body which protrudes bodily 
from a circumferential portion at one end surface of a disc-like base 
coaxiallv with the rotational axis of the same and a first abrasive grain layer 
in which numerous diamond abrasive grains are adhered with bond material 
to an external surface of the first base body. The truing tool further 
comprises a second end surface truing section composed of a cylindrical 
second base body which protrudes bodily from a circumferential portion at 
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the other end surface of the base coaxiallv with the rotational axis and a 
second abrasive grain layer in which numerous diamond abrasive grains 
are adhered with bond material to an internal surface of the second base 
body. The rotational axis of the opposite end surface truing tool is inclined 
relative to the rotational axis of the grinding wheel within almost the same 
plane at a predetermined inclination angle. 

With this construction, the first and second end surface truing 
sections are formed by protruding the cylindrical first and second base 
bodies respectively from opposite end surfaces of the disc-like base of the 
opposite end surface truing tool in the axial direction thereof and by 
proving on the external surface of the first base body and the internal 
surface of the second base body the first and second abrasive grain layers 
in which the numerous diamond abrasive grains are adhered with the bond 
material, and the rotational axis of the opposite end surface truing tool is 
inclined relative to the rotational axis of the grinding wheel within almost 
the same plane at the predetermined inclination angle. Thus, by moving the 
opposite end surface truing tool toward the rotational axis of the grinding 
wheel, it can be realized that the first and second abrasive grain layers can 
respectively true the grinding surfaces at the opposite ends of the grinding 
wheel under almost the same condition to the sharp grinding surfaces 
having moderate ruggedness, while retaining a sufficient rigidity against the 
truing resistance as they go ahead of the first and second base bodies to 
be backed up thereby. 

BRIEF DESCRIPTION OF THE DRAWINGS: 

Figure 1 is a plan view of a grinding machine provided with an 
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opposite end surface truing device in the first embodiment according to the 
present invention; Figure 2 is a sectional view of a truing tool support 
device in the first embodiment; Figure 3 is an enlarged fragmentary 
sectional view showing a first end surface truing section of an opposite end 
surface truing tool; Figure 4 is an enlarged fragmentary sectional view 
showing a manufacturing step of applying paste substance to a first base 
body of the first end surface truing section; Figure 5 is an enlarged 
fragmentary sectional view showing the state that abrasive grains are 
implanted in the paste substance; Figure 6 is a representation showing the 
state that grinding surfaces at opposite ends of a grinding wheel are being 
trued; Figure 7 is a representation showing the state that a circumferential 
grinding surface of the grinding wheel is being trued; Figure 8 is an 
enlarged fragmentary sectional view showing a first end surface truing 
section of an opposite end surface truing tool in the second embodiment; 
and Figure 9 is an enlarged fragmentary sectional view showing a 
manufacturing step for the first end surface truing section of the opposite 
end surface truing tool in the second embodiment. 

PREFERRED EMBODIMENTS TO PRACTICE THE INVENTION: 

Hereafter, embodiments of an opposite end surface truing device, an 
opposite end surface truing tool and an opposite end surface truing method 
according to the present invention will be described with reference to the 
drawings. As shown in Figures 1 and 2, on a workpiece table 12 which is 
guided and supported on a bed 11 of a grinding machine 10 to be movable 
in a horizontal left-right direction (Z-direction, first direction), a work head 
14 rotatably carrying a work spindle 15 and a foot stock 16 are provided 
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coaxially to face with each other in the left-right direction, and a workpiece 
W is gripped at its one end by a chuck 15a provided on the work spindle 15 
and is sustained at the other end by a center provided on the foot stock 16. 
The work spindle 15 is rotationally driven by a motor provided in the work 
head 14, so that the workpiece W gripped by the chuck 15a is rotated 
together with the work spindle 15. A servomotor 17 provided on the bed 11 
is drivingly controlled by a drive circuit (not shown) which operates in 
response to control pulses given from a numerical controller 18, and feeds 
the workpiece table 12 in the Z-direction through a feed screw (not shown). 
The position in the Z-direction of the workpiece table 12 is detected by an 
encoder to be inputted to the numerical controller 18. 

The bed 11 mounts thereon a wheel head 19, which is guided and 
supported movably in a horizontal X-direction (second direction) 
perpendicular to the Z-direction, and a grinding wheel 20 is rotatably 
carried on the wheel head 19 through a wheel spindle 21 having a 
rotational axis 01 parallel to the Z-direction. The grinding wheel 20 is 
rotationally driven by a motor through a V-belt rotation transmission 
mechanism (not shown) or the like. The grinding wheel 20 is constituted by 
providing a grinding wheel layer 23, in which CBN abrasive grains are 
bound with vitrified bond, on an external surface of a disc-like wheel core 
22 made of a metal, and the grinding wheel layer 23 has formed grinding 
surfaces 23a, 23b at opposite ends thereof and has also formed another 
grinding surface 23c at an external surface thereof. A servomotor 24 
provided on the bed 11 is drivingly controlled by a drive circuit (not shown) 
which operates in response to control pulses applied from the numerical 
controller 18, and feeds the wheel head 19 in the X-direction through a 
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feed screw (not shown). The position in the X-direction of the wheel head 
19 is detected by an encoder to be inputted to the numerical controller 18. 

A truing tool support device 26 with a rotating truing tool 25 is 
attached to the work head 14 on the side close to the wheel head 19. A 
truer spindle 28 is rotatably supported in a main body 27 of the truing tool 
support device 26, fixed on the work head 14, through bearings to be 
rotationally driven by a built-in motor 29, and the opposite end surface 
truing tool 25 for truing the grinding wheel 20 is coaxially secured to an end 
of the truer spindle 28 protruding from the main body 27. The rotational 
axis of the truer spindle 28 lies within a horizontal plane including the 
rotational axis of the wheel spindle 21, and on its extension line extending 
in a direction opposite to the main body 27 and the truer spindle 28, the 
rotational axis 02 of the opposite end surface truing tool 25 intersects with 
the rotational axis 01 of the grinding wheel 22 to incline at a predetermined 
angle, e.g., 8 degrees in the present embodiment. 

As shown in Figures 2, 6 and 7, the opposite end surface truing tool 
25 is composed of a disc-like base 30 rotatable about the rotational axis 02 
and first and second end surface truing sections 31, 32 protruding from the 
circumferential portions at the opposite end surfaces of the base 30 
coaxially almost in parallel to the rotational axis 02 and each taking a 
cylindrical shape. The opposite end surface truing tool 25 in the present 
embodiment is provided with a circumferential surface truing section 33 
protruding from the external surface of the base 30 almost perpendicularly 
to and coaxially with the rotational axis 02 and taking an almost disc-like 
shape. 

As shown in Figures 3 and 6, the first end surface truing section 31 
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formed at the left end surface of the base 30 is composed of a first base 
body 35 and a first abrasive grain layer 36 of an approximately constant 
depth which is brazed bodily on the first base body 35. The first base body 
35 takes a cylindrical shape which is formed coaxially and bodily with the 
base 30 made of steel, and protrudes from a slightly inner portion of the left 
end surface than the external surface of the base 30. The thickness and 
length of the first base body 35 are small in comparison with those 
dimensions of the base 30. The first abrasive grains layer 36 is of the 
construction that numerous diamond abrasive grains 37 are brazed with a 
brazing material 38 which in the melting state has a strong affinity for 
diamond, and is brazed on the first base body 35 with the same brazing 
material 38. 

The second end surface truing section 32 formed at the right end 
surface of the base 30 is composed of a second base body 39 and a 
second abrasive grain layer 40 and is almost the same as the first end 
surface truing section 31 except for the respects that the second base body 
39 is a little larger in the outer diameter than the first base body 35 and 
that the second abrasive grain layer 40 is brazed on the internal surface of 
the second base body 39. The circumferential surface truing section 33 
formed on the external surface of the base 30 is constituted by brazing a 
third abrasive grain layer 42, similar to the first and second abrasive grain 
layers 36 and 40, bodily on the left end surface of a third base body 41 
which is formed coaxially and bodily with the base 30 to take an almost 
disk-like shape. The third base body 41 takes a cone shape whose vertex 
angle is large (e.g., the half vertex angle made with the rotational axis 02 
is eighty two (82) degrees). The respective base bodies 35, 39 and 41 can 
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be formed bodily with the base 30 by cutting or can be formed by sintering 
or the like. Alternatively, those formed separately may be joined bodily with 
the base 30 by brazing or the like. Further, in each of the abrasive grain 
layers 36, 40, 42, the diamond abrasive grains 37 are brazed to form a 
single layer. 

Next, description will be made regarding a method of manufacturing 
the end surface truing sections 31, 32 and the circumferential surface 
truing section 33. First of all, metal powder of either group which is 
selected from the metals of the periodic table group 4A including titanium 
(Ti), the metals of the periodic table group 5A including vanadium (V) and 
the metals of the periodic table group 6A including chromium (Cr) is mixed 
with metal powder of the periodic table group 1B including copper (Cu), 
silver (Ag) and gold (Au), together with suitable organic binder to be 
compounded to paste (paste substance) 43A. The paste substance 43A 
becomes the brazing material 38 when fired. The paste substance 43A is 
applied by a brush on the external surface of the first base body 35 to an 
appropriate thickness, as shown in Figure 4, and the numerous diamond 
abrasive grains 37 made of synthetic diamond which have been sieved in 
advance to a predetermined grain size are implanted as a single layer in 
the paste substance 43A at an almost uniform distribution to make a 
predetermined concentration of abrasive grains, whereby the bottom 
portion of each diamond abrasive grain 37 is seated on the external surface 
of the first base body 35. Likewise, the paste substance 43A is applied to 
the internal surface of the second base body 39, and the diamond abrasive 
grains 37 are implanted to be seated thereon. Further, the paste substance 
43A is also applied to the left end surface of the third base body 41, and 
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the diamond abrasive grains 37 are implanted to be seated thereon. 

Then, the base 30 including the base bodies 35, 39, 41 on each of 
which the diamond abrasive grains 37 have been retained in the paste 
substance 43A is put into a firing furnace to be fired at a temperature in a 
range of 840 through 940 degrees Celsius. This firing is carried out within 
an atmosphere including an inert gas such as argon gas or the like or in a 
vacuum in order to prevent the respective metal materials being the 
ingredients of the grazing material 38 from being oxidized. By this firing, a 
metalizing film consisting of a carbide (e.g., titanium carbide (TiC)) of one 
of the metals which belong to the periodic table groups 4A, 5A and 6A is 
formed on the surface of each diamond abrasive grain 37, whereby the 
metalizing film becomes easier to melted to the metal which belongs to the 
periodic table group 1B including copper (Cu), silver (Ag) and gold (Au) and 
whereby the affinity of each diamond abrasive grain 37 for the brazing 
material 38 can be enhanced through the intervention of the metalizing film. 
Because metalizing film formed on the surface of each diamond abrasive 
grain 37 has a strong affinity for the brazing material in the melting state, 
the melting brazing material adheres to the surface of each diamond 
abrasive grain 37 to rise up toward the same, so that the brazing material 
38 between the adjoining diamond abrasive grains 37 becomes high at 
portions contacting with the diamond abrasive grains 37 but low at an 
intermediate portion therebetween to define a large depression or hollow 
between the adjoining diamond abrasive grains 37. Further, the first 
through third base bodies 35, 39, 41 also have a strong affinity for the 
brazing material 38, so that after cooling, the first, second and 
circumferential surface truing sections 31 through 33 can be obtained 
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having the first through third abrasive grain layers 36, 40, 42 wherein as 
shown in Figure 3, the brazing material 38 adheres to the surface of each 
diamond abrasive grain 37 to rise up toward the same and wherein the 
diamond abrasive grains 37 of a single layer is brazed with a strong 
retention force on each of the first through third base bodies 35, 39, 41. 

Next, the operation of the embodiment will be described. When 
truing is performed on the grinding surface 23a of the grinding wheel 20 
which is at one end opposite to the main body 27 of the truing tool support 
device 26, the opposite end surface truing tool 25 is first rotationally driven 
by the built-in motor 29 in the sam e direction ae opposite to the rotational 
direction of the grinding wheel 20. The workpiece table 12 and the wheel 
head 19 are relatively moved by the respective servomotors 17, 24, and the 
opposite end surface truing tool 25 is positioned relative to the grinding 
wheel 20 so that the first end surface truing section 31 is retracted to take 
a position which is radially outside of the grinding surface 23a at one end 
of the grinding wheel 20 and so that of the end edge of the first end surface 
truing section 31 protruding from the base 30 toward left, a circumferential 
portion (the portion closest to the rotational axis 01 of the grinding wheel 
5) which protrudes to the leftmost side due to the inclination of the opposite 
end surface truing tool 25 takes in the first direction a position where it 
should have been infed a minute amount against the grinding surface 23a. 
Then, the wheel head 19 is advanced by the servomotor 24 in the second 
direction thereby to relatively move the opposite end surface truing tool 25 
toward the rotational axis 01 of the grinding wheel 20 (refer to the state 
indicated by the sign £0A 46A in Figure 6). As a result, of the end edge of 
the first end surface truing section 31, the circumferential edge portion 
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protruding to the leftmost side is brought into contact with the grinding 
surface 23a at one end of the grinding wheel 20 to be moved along the 
grinding surface 23a, whereby the first abrasive grain layer 36 trues the 
grinding surface 23a as it goes ahead of the first base body 35. 

When truing is performed on the grinding surface 23b at the other 
end of the grinding wheel 20, the opposite end surface truing tool 25 is 
rotationally driven by the built-in motor 29 in the same direction as the 
rotational direction of the grinding wheel 20. The workpiece table 12 and 
the wheel head 19 are relatively moved by the respective servomotors 17, 
24, and the opposite end surface truing tool 25 is positioned relative to the 
grinding wheel 20 so that of the end edge of the second end surface truing 
section 32 protruding from the base 30 toward right, a circumferential edge 
portion (the portion farthest from the rotational axis 01 of the grinding 
wheel 5) which protrudes to the rightmost side due to the inclination of the 
opposite end surface truing tool 25 is retracted to take a position which is 
radially outside of the grinding surface 23b at the other end of the grinding 
wheel 20 and so that the circumferential edge portion protruding the 
rightmost side of the second end surface truing section 32 is brought into a 
position in the first direction where it should have been infed a minute 
amount against the grinding surface 23b. Then, the wheel head 19 is 
advanced by the servomotor 24 in the second direction thereby to relatively 
move the opposite end surface truing tool 25 toward the rotational axis 01 
of the grinding wheel 20 (refer to the state indicated by the sign 5Q& 46B in 
Figure 6). As a result, of the end edge of the second end surface truing 
section 32, the circumferential edge portion protruding to the rightmost side 
is brought into contact with the grinding surface 23b at the other end of the 
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grinding wheel 20 to be moved along the grinding surface 23b, whereby the 
second abrasive grain layer 40 trues the grinding surface 23b as it goes 
ahead of the second base body 39. 

In this way, in the state that the portion of the first or second end 
surface truing section 31, 32 protruding toward the leftmost or rightmost 
side is retracted to the position radially outside of the circumferential 
grinding surface 23c of the grinding wheel 20 and is infed the minute 
amount against the grinding surface 23a, 23b, the opposite end surface 
truing tool 25 is relatively moved toward the rotational axis 01 of the 
grinding wheel 20 to true the grinding surfaces 23a, 23b at the opposite 
ends. Therefore, it can be realized to prevent either corner portion of the 
grinding wheel layer 23 of the grinding wheel 20 from chipping during the 
truing operation. 

Further, in truing the grinding surfaces 23a, 23b at the opposite 
ends of the grinding wheel 20, the opposite end surface truing tool 25 is 
rotated in the opposite direction to, and in the same direction as, the 
rotational direction of the grinding wheel 20 during the respective truing 
operations. Thus, relative speeds at the respective contact points between 
the respective grinding surfaces 23a, 23b and the respective truing 
sections 31, 32 become the difference between the respective 
circumferential speeds, so that the respective truing conditions are made to 
be almost the same to equalize the sharpness of the grinding surface 23a 
with that of the grinding surface 23b. 

When truing is performed on the circumferential grinding surface 23c 
of the grinding wheel 20, the opposite end surface truing tool 25 is rotated 
by the built-in motor 29 in the opposite direction to the rotational direction 
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of the grinding wheel 20. The workpiece table 12 and the wheel head 19 
are relatively moved by the respective servomotors 17, 24, and the 
opposite end surface truing tool 25 is positioned relative to the grinding 
wheel 20 so that the circumferential truing section 33 is moved to a position 
where it is slightly spaced from the right end of the circumferential grinding 
surface 23c and where the end surface of the circumferential truing section 
33 should have been infed a minute amount against the grinding surface 
23c. Then, the workpiece table 12 is moved by the servomotor toward left 
in the Z-direction, whereby the third abrasive grain layer 42 trues the 
grinding surface 23c as it goes ahead of the third base body 41 . 

As described above, in the first embodiment, each of the truing 
sections 31 to 33 trues each of the grinding surfaces 23a, 23b, 23c as each 
of the abrasive grain layer 36, 40, 42 thereof goes ahead of each of the 
first to third base bodies 35, 39, 41. Thus, the diamond abrasive grains 37 
on each abrasive grain layer 36, 40, 42 can be sufficiently cut into the CBN 
abrasive grains on each grinding surface 23a, 23b, 23c, so that the CBN 
abrasive grains can be crushed surely to have each grinding surface 23a, 
23b, 23c trued to a sharp grinding surface having moderate ruggedness 
formed thereon. Furthermore, since each abrasive grain layer 36, 40, 42 
works for truing with itself being backed up by each base body 35, 39, 41, it 
can be realized to prevent each abrasive grain layer from being damaged 
by the truing reaction force or the like. 

In addition, since the diamond abrasive grains 37 are fixedly brazed 
on the cylindrical base bodies 35, 39 with the strong affinity brazing 
material 38 with themselves protruding a large amount, the thickness of 
each abrasive grain layer 36, 40 in the radial direction can be made to be 
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thin, and the contact area of the end edge of each abrasive grain layer 36, 
40 with each grinding surface 23a, 23b can be made to be small 
irrespective of a long contact length therebetween. Therefore, in 
cooperation of this with the large amount protrusion of the abrasive grains 
37, the truing resistance can be made to decrease, and hence, each 
grinding surface 23a, 23b can be trued sharply. 

Particularly, in the foregoing first embodiment, the diamond abrasive 
grains 37 in each truing section 31 to 33 constitutes a single layer, and by 
doing like this, the abrasive grain layer 36, 40, 42 brazed on each base 
body 35, 39, 41 becomes the smallest in thickness, and the contact area at 
the contact portion between the end edge of each abrasive grain layer 36, 
40, 42 and each grinding surface 23a to 23c of the grinding wheel 20 
becomes small thereby to increase the contact surface pressure, so that 
the diamond abrasive grains 37 can be cut largely into each grinding 
surface 23a to 23c. Therefore, since the ruggedness which is formed on 
each grinding surface 23a to 23c immediately after the truing operation is 
made to be large sufficiently, the sharpness of each trued grinding surface 
23a to 23c of the grinding wheel 20 is increased immediately from after the 
truing, so that it can be realized to gain desired enhancement in grinding 
efficiency as well as in workpiece surface quality. 

Although in the foregoing first embodiment, the abrasive grain layers 
36, 40, 42 are formed by implanting the numerous diamond abrasive grains 
37 in the paste substance 43A which is applied on the surface of each base 
body 35, 39, 41 and then by firing the paste substance 43A, they may be 
formed by applying the mixture of a suitable quantity of the diamond 
abrasive grains 37 with the paste substance 43A, to the surface of each 
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base body 35, 39, 41 and then by firing the mixture. 

Next, the second embodiment will be described with reference to 
Figures 8 and 9. An opposite end surface truing tool in this second 
embodiment is as a whole composed, like that shown in the first 
embodiment, of the disc-like base 30 rotatable about the rotational axis 02, 
the first end surface truing sections 44 and the second end surface truing 
section each taking a cylindrical shape and protruding from the 
circumferential portions at the opposite end surfaces of the base 30 
coaxially almost in parallel to the rotational axis OA- 02 and the 
circumferential truing section taking a disc-like shape and protruding 
radially coaxially from the external surface of the base 30 in the form of a 
conical shape which makes the half vertex angle of eighty two (82) degrees 
with the rotational axis 02. In the first end surface truing section 44 and the 
second end surface truing section, the diamond abrasive grains 37 in the 
first abrasive grain layer 47 and the second abrasive layer which are 
brazed respectively on the external and internal surfaces of the first and 
second base bodies 35, 39 do not form a single layer as is the case of the 
first embodiment and differ only in the respect that they form plural layers 
in the direction of depth. Thus, the following description is addressed to the 
different respect only. 

As shown in Figure 8, the first abrasive grain layer 47 is formed by 
brazing numerous diamond abrasive grains 37 with the brazing material 
which in the melting state has a strong affinity for diamond and is brazed 
on the external surface of the first base body 35 with the same brazing 
material 38. The first abrasive grain layer 47 is provided with the diamond 
abrasive grains 37 arranged in plural layers in the direction of depth, and 
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pores are defined at the positions which are surrounded by the diamond 
abrasive grains 37 in the brazing material 38. As mentioned earlier, since 
the metalizing film formed on the surface of each diamond abrasive grain 
37 has a strong affinity for the brazing material 38 being in the melting 
state, the melting brazing material 38 adheres to the surface of each 
diamond abrasive grain 37 and the first base body 35 with a strong 
retention force, and spaces among the metal particles gather to define 
plural pores 48 among the diamond abrasive grains 37. As shown in Figure 
9, the first end surface truing section 44 in this second embodiment is 
made by covering a mold 49 made of graphite or the like over the external 
surface of the first base body 35, filling the mixture of an appropriate 
quantity of the diamond abrasive grains 37 with the paste substance 43A 
within the space which is defined between the mold 49 and the first base 
body 35 to have suitable width, firing the mixture and removing the graphite 
mold 49 after the firing. 

Likewise, the second abrasive grain layer (not shown) is formed by 
brazing the numerous diamond abrasive grains 37 on the internal surface 
of the second base body 39 with the brazing material 38. The second end 
surface truing section is made by covering a mold made of graphite or the 
like over the internal surface of the second base body 39, filling the mixture 
of an appropriate quantity of the diamond abrasive grains 37 with the paste 
substance 43A within the space which is defined between the mold and the 
second base body 39 to have suitable width, firing the mixture and 
removing the graphite mold after the firing. 

The first and second end surface truing sections in this second 
embodiment make use of plural diamond abrasive grains 37 in truing the 
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grinding surfaces 23a, 23b at the opposite ends of the grinding wheel 20, 
the contact area with each grinding surface 23a, 23b becomes large 
compared with that in the case of the single layer, nevertheless the 
abrasion of the diamond abrasive grains 37 decreases to elongate the tool 
life. It is preferable that the number in the radial direction of the diamond 
abrasive grains 37 which are brazed on each of the first and second base 
bodies 35,39 with the brazing material 38 be a small plural number in a 
range of two to four. 

Further, in this second embodiment, even when the diamond 
abrasive grains 37 at the end edge of each of the first and second end 
surface truing sections, which respectively true the grinding surfaces 23a, 
23b at the opposite ends of the grinding wheel 20 upon contact therewith, 
wear out to fall during the truing of each grinding surface 23a, 23b, the 
plurality of pores 48 remain formed within the brazing material 38. The 
diamond abrasive grains 37 can always be kept to protrude a large amount 
from the brazing material 38 and hence, can be cut sufficiently into and 
crush the diamond abrasive grains 37 on each grinding surface 23a, 23b 
during the truing operation. As a consequence, the trued grinding surfaces 
23a, 23b of the grinding wheel 5 have moderate ruggedness to be 
sharpened, so that it is ensured to gain desired enhancement in grinding 
efficiency as well as in workpiece surface quality immediately from after the 
truing. 

Although in the foregoing embodiments, the brazing material 38 
having a strong affinity for the diamond abrasive grains 37 is used as bond 
for adhering the diamond abrasive grains to the external surface, the 
internal surface and the side surface of the first, second and third base 
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bodies 35, 39 41, there may be used plating metal or sintering material for 
electrically plating or sintering the diamond abrasive grains 37 to the 
external surface and the internal surface of the first and second base 
bodies 35, 39. Further, resin may be used for adhering the diamond 
abrasive grains 37 to the external surface and the internal surface of the 
first and second base bodies 35, 39. 

Finally, various features and many of the attendant advantages in 
the foregoing embodiments will be summarized as follows: 

In each of the foregoing embodiments typically shown in Figures 3, 
5, 6 and 8 for example, the first and second end surface truing sections 31 
(44), 32 are formed by protruding the cylindrical first and second base 
bodies 35, 39 from opposite side surfaces of the disc-like base 30 of the 
opposite end surface truing tool 25 in the axial direction thereof and by 
providing on the external surface of the first base body 35 and the internal 
surface of the second base body 39 the first and second abrasive grain 
layers 36 (47), 40 in which the numerous diamond abrasive grains 37 are 
adhered with the bond material 38, and the rotational axis Q2 of the 
opposite end surface truing tool 25 is inclined relative to the rotational axis 
Q1 of the grinding wheel 20 within almost the same plane at the 
predetermined inclination angle. Thus, by moving the opposite end surface 
truing tool 25 toward the rotational axis Q1 of the grinding wheel 20, it can 
be realized that the first and second abrasive grain layers 36 (47). 40 can 
respectively true the grinding surfaces 23a. 23b at the opposite ends of the 
grinding wheel 20 under almost the same condition to the sharp grinding 
surfaces having moderate ruggedness. while retaining a sufficient rigidity 
against the truing resistance as they go ahead of the first and second base 



26 



bodies 35. 39 to be backed up thereby. 

In each of the foregoing embodiments typically shown in Figures 3. 
5. 6 and 8 for example, the opposite end surface truing tool 25 for truing 
the grinding surfaces 23a. 23b at the opposite ends of the grinding wheel 
20 has the first and second end surface truing sections 31 (44). 32 formed 
by protruding the cylindrical first and second base bodies 35, 39 axiallv 
from the opposite end surfaces of the disc-like base 30 and by providing 
the first and second abrasive grain layers 36 (47). 40 in which numerous 
diamond abrasive grains 37 are adhered with the bond material 38 to the 
external surface of the first base body 35 and the internal surface of the 
second base body 39. Thus, by moving the opposite end surface truing tool 
25 toward the rotational axis Q1 of the grinding wheel 20 with the rotational 
axis Q2 of the truing tool 25 being inclined relative to the rotational axis Q1 
of the grinding wheel 20 within almost the same plane at the predetermined 
inclination angle, it can be realized that the first and second abrasive grain 
layers 36 (47). 40 true the grinding surfaces 23a. 23b at the opposite ends 
of the grinding wheel 20 under almost the same condition to the sharp 
grinding surfaces having moderate ruggedness. while retaining a sufficient 
rigidity against the truing resistance as they go ahead of the first and 
second base bodies 35. 39 to be backed up thereby. 

In the foregoing first embodiment typically shown in Figures 3. 5 and 
6 for example, since each of the abrasive grain layers 36. 40 is a single 
layer of the diamond abrasive grains 37. each abrasive grain layer 36. 40 in 
which the diamond abrasive grains 37 are adhered with the bond material 
38 to the base body 35 becomes the smallest in thickness, and hence, the 
contact portion between the end edge of each abrasive grain layer 36. 40 
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and each grinding surface 23a. 23b of the grinding wheel 20 becomes the 
smallest in contact area thereat, so that the diamond abrasive grains 37 
can be sufficiently cut into each grinding surface 23a. 23b of the grinding 
wheel 20 to crush the abrasive grains surely. Thus, by the truing, the 
moderate ruggedness can be formed on each grinding surface 23a. 23b. 
and each grinding surface 23a. 23b of the grinding wheel 20 becomes very 
sharp immediately from after the truing, so that the grinding efficiency and 
the workpiece surface gualitv can be enhanced further. 

In the foregoing second embodiment typically shown in Figure 8 for 
example, brazing material 38 which has a strong affinity for diamond is 
used as the bond material, and the plurality of pores 48 are formed in the 
brazing material 38. Thus, even when the truing of each grinding surface 
23a. 23b causes some diamond abrasive grains 37 to fall off each end 
surface truing section 47. the pores 48 surrounding the remaining diamond 
abrasive grains 37 ensure that the remaining diamond abrasive grains 37 
protrude from the surface of the brazing material 38. and hence, the 
remaining diamond abrasive grains 37 can be sufficiently cut into each 
grinding surface 23a. 23b thereby to crush the abrasive grains on each 
grinding surface 23a. 23b surely. 

In each of the foregoing embodiments typically shown in Figures 6 
and 7 for example, since the third abrasive grain layer 42 in which the 
numerous diamond abrasive grains are adhered with the bond material is 
provided at one end surface of the disc-like third base body 41 protruding 
from the external surface of the base 30. it can be realized in addition to 
the foregoing effects to true the circumferential grinding surface 23c of the 
grinding wheel 20 satisfactorily. Also in the truing of the circumferential 
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grinding surface 23c of the grinding wheel 20. the abrasive grains on the 
grinding surface 23c can be crushed sufficiently to have moderate 
ruggedness. and the grinding surface 23c of the grinding wheel 20 
becomes sharp immediately from after the truing. Therefore, the grinding 
resistance can be decreased not to generate any grinding burn on the 
workpiece surface, so that the grinding efficiency and the workpiece 
surface quality can be obtained as desired. 

In each of the foregoing embodiments typically shown in Figures 3. 
5. 6 and 8 for example, the opposite end surface truing tool 25 is provided 
at its opposite ends with the first and second end surface truing sections 31 
(44). 32 by protruding the cylindrical first and second base bodies 35. 39 
from the opposite ends of the disc-like base 30 and by providing on the 
external surface of the first base body 35 and the internal surface of the 
second base body 39 the first and second abrasive grain layers 36 (47). 40 
each having the numerous diamond abrasive grains 37 adhered with the 
bond material 38. the rotational axis Q2 of the opposite end surface truing 
tool 25 is inclined relative to the rotational axis Q1 of the grinding wheel 20 
within almost the same plane at the predetermined inclination angle, and 
the opposite end surface truing tool 25 is moved toward the rotational axis 
Q1 of the grinding wheel 20 while being rotated in the opposite direction to. 
and in the same direction as. the rotational direction of the grinding wheel 
20. Thus, the first and second abrasive grain layers 36 (47). 40 at the end 
edges of the first and second end surface truing sections 31 (44). 32 are 
moved ahead of the first and second base bodies 35 to be backed up 
thereby, so that with the retention of a sufficient rigidity against the truing 
resistance, the grinding surfaces 23a. 23b at the opposite ends of the 
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grinding wheel 20 can be trued under almost the same condition 
respectively to the sharp grinding surfaces each having the moderate 
ruggedness. 

INDUSTRIAL APPLICABILITY: 

The opposite end surface truing device, the opposite end surface 
truing tool and the opposite end surface truing method according to the 
present invention are suitable to be used as a truing device, a truing tool 
and a truing method for truing grinding surfaces at opposite ends of a 
grinding wheel in a grinding machine wherein a workpiece is ground with 
the rotating grinding wheel. 
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